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URAMEN-MARU Coated Solid Carbide Double Face Chamfering Cutter (2-flute)
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O HHIMZER T HENZL (BB/N\NUBHIFR) @®Unnecessary to reverse the work.
Q1 ADY—)LCREOHERUININTEET @Only 1 pc of product can chamfer both sides.

OiBHM FBEICALCINI—T 1T L. BICHHUP  @Durability is realized due to AQCrN coating on super micro-grain carbide.

B mm
mmd—R REDEACHRE
ltem Code 22+0.03 L Maximum C chamfer
g amount on the back side
C-BMC-S 2.8 2.8 15 1 3.05 50 1.5 3 C0.4
C-BMC-S 3.0 3 15 1 3.25 50 1.5 3 C0.5
C-BMC-S 3.3 3.3 15 1 3.4 60 1.8 4 C0.5
C-BMC-S 4.0 4 15 1.5 4.5 60 2 4 C0.7
C-BMC-S 4.2 4.2 15 1.5 4.6 60 2.2 4 C0.7
C-BMC-S 5.0 5 20 2 5.5 70 3 5 C0.7
C-BMC-S 6.0 6 25 2 6 80 4 6 C0.8
C-BMC-S 6.8 6.8 30 3 7.6 80 4.4 8 C1.0
C-BMC-S 8.0 8 30 3 8.5 80 5 8 C1.3
C-BMC-S 8.5 8.5 30 3 8.75 80 505 8 C1.3
C-BMC-S 10.0 10 35 3 10 100 6 10 C1.8
C-BMC-S 10.2 10.2 35 3 10.1 100 6.2 10 C1.8
C-BMC-S 12.0 12 40 3 11.5 110 7 12 C2.3

WZHLTHIRER Recommended cutting conditions
#Hl+4 Work ig ## Cast metal X% Carbon steel

IBLEE : Vc(m/min) 25~40 15~30
#* Y & f(mm/rev) . . 0.05~0.08 0.02~0.05
XEDHIEEZERT IV, Please use cutting oil.
KRFRMELT AP LETT, A prepared hole is required for carbon steel.
AL E—ULTINT OB A &M% T TZERTAL,  In the case of contouring processing Please use conditions, lowering.
HADHIR I HETHER TTMEAINBHEN . F v DRIMERTHRSORRICL - TEBRLET,
These conditions are for general guidance. Therefor they are subject to change to the situation of the machine used, the tool hold rigidity, cutting oil, etc.
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Point Set Drilling Deburring and It returns to Chamfering to front
Chamfering to back the center
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Contouring Contouring
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